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(57)Abstract: 

PROBLEM TO BE SOLVED: To make it possible to 
continuously determine the light transmittance of a portion 
where a base material film and a tacky adhesive are joined 
and to continuously correct the coating deposition thickness 
of the tacky adhesive without stopping a laminating device. 

SOLUTION: This apparatus 20 has a coating device 2 
which continuously deposits the tacky adhesive on a release 
film A and the laminating device 5 which produces a 
laminated film C by continuously adhering this release film 
A and the base material film B by the tacky adhesive. In 
such a case, the coating device 2 is provided with a head 
controller 21 and the laminating device 5 is provided with a 
coating deposition thickness monitor 22 and a light 
transmittance monitor 23 and is provided with a controller 
24 which determines the light transmittance of the 
laminated film C in accordance with the light transmittance 
and coating deposition thickness of the tacky adhesive and 
the light transmittance of the base material film B and controls the coating head controller 21 so as 
to increase or decrease the coating deposition thickness of the tacky adhesive therefrom . 




CLAIMS 



[Claim 1] The coating equipment which plasters the sent exfoliation film with the binder which has 
light transmission nature with the condition of having made it running this continuously, The 
lamination equipment which is pasted up continuously and manufactures a laminate film with said 
binder, making it run both the exfoliation film which applied this binder, and the base material film 
which has light transmission nature, In the manufacturing installation of a ******** laminate film 
to said coating equipment The application thickness monitor which forms the coating head 
controller to which the application thickness of a binder is changed, and detects continuously the 
application thickness of the binder to said exfoliation film to said lamination equipment, The light 
transmittance monitor which detects the light transmittance of said base material film continuously 
is formed. The application thickness detected with the light transmittance and said application 
thickness monitor of said binder for which it asked beforehand, And based on the light 
transmittance of the base material film detected with the light transmittance monitor It asks for the 
light transmittance of the part which set the base material film and binder of the laminate film 
obtained. The manufacturing installation of the laminate film which computes the difference of the 
light transmittance for which it furthermore asked, and the light transmittance set up beforehand, 
and is characterized by forming the part equivalent to the difference of the computed light 
transmittance, and the control unit which controls said coating head controller to thicken application 
thickness of said binder or to make it thin. 

[Claim 2] The manufacturing installation of the laminate film according to claim 1 characterized by 
to arrange said application thickness monitor and light-transmittance monitor so that it may put on 
the location where the detection location of an exfoliation film and the detection location of a base 
material film which were simultaneously detected by said application thickness monitor and light 
transmittance monitor are almost the same when these exfoliation film and a base material film 
paste up with a binder and turn into a laminate film. 

[Claim 3] This is continuously plastered with the binder which has light transmission nature, 
making it run an exfoliation film. It faces making it paste up continuously with said binder, and 
manufacturing a laminate film continuously, making it run both the exfoliation film which applied 
this binder, and the base material film which has light transmission nature. While an application 
thickness monitor detects continuously the application thickness of the binder to said exfoliation 
film A light transmittance monitor detects the light transmittance of said base material film 
continuously. The light transmittance of said binder for which it asked beforehand, the detected 
application thickness, and based on the light transmittance of a base material film It asks for the 
light transmittance of the part which set the base material film and binder of the laminate film 
obtained. The manufacture approach of the laminate film which computes the difference of the light 
transmittance for which it furthermore asked, and the light transmittance set up beforehand, and is 
characterized by thickening the part equivalent to the difference of the computed light 
transmittance, and application thickness of said binder, or making it thin. 

[Claim 4] The manufacture approach of the laminate film according to claim 3 characterized by to 
arrange said application thickness monitor and light-transmittance monitor so that it may lay on top 
of the location where the detection location of an exfoliation film and the detection location of a 
base material film which were simultaneously detected by said application thickness monitor and 
light-transmittance monitor are almost the same when these exfoliation film and a base material 
film paste up with a binder and turn into a laminate film. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] 

This invention relates to the manufacturing installation of the laminate film used as the functional 
film stuck on the panel glass front face of a cathode-ray tube (CRT), and the manufacture approach 
of this laminate film. 
[0002] 

[Description of the Prior Art] 

Generally, in the display represented by the cathode-ray tube (CRT) etc., the functional film of 
translucency is too stuck on the front face of the panel side where an image is displayed through the 
adhesives of transparence, i.e., translucency. 

[0003] This functional film carries out the laminating of these on the resin film used as a base 
material, combining suitably the film with various kinds of functions, such as the explosion-proof 
auxiliary effectiveness, the antistatic effectiveness, the permeability adjustment effectiveness, the 
acid-resisting effectiveness, and the antifouling effectiveness, it was formed and what carried out 
the laminating of the rebound ace court film, the transparence electric conduction film, an 
antireflection film, and the antifouling film to this order on the resin film is known as that example, 
moreover, as adhesives, although ultraviolet curing mold resin and a binder are used, when reuse- 
ization especially by recycle of a cathode-ray tube is taken into consideration, exfoliation of the 
once stuck functional film is easy — etc. — many directions of a binder are used for the reason. 
[0004] Thus, when using a functional film by using a binder as adhesives, it precedes usually using 
these, the rear face (attachment side) of a functional film is plastered with a binder, and it considers 
as the laminate film in the condition of having stuck the exfoliation film on this binder further. And 
a functional film is stuck on a panel glass front face by removing an exfoliation film, exposing a 
binder on the occasion of an activity, and pressing this binder with a pressure roll etc. in contact 
with the panel glass front face of a cathode-ray tube. 

[0005] By the way, in order to manufacture such a laminate film, the equipment shown in the 
former, for example, drawing 2 , is used. The coating equipment 2 which plasters continuously with 
a binder the exfoliation film A which ****(ed) this equipment and was wound around the roll 1, 
Making it run both the dryer 3 which dries the exfoliation film A plastered with the binder, the 
exfoliation film A which applied this binder, and the functional film B prepared beforehand These 
are continuously pasted up with said binder and it consists of lamination equipment 5 which 
manufactures and rolls round a laminate film C and is made to wind around a roll 4. 
[0006] Coating equipment 2 consists of the base roller 6, comma coater 7, and an application roller 
8, and the thickness (application thickness) of the binder applied on the exfoliation sheet A is 
adjusted by adjusting the gap of the base roller 6 and the coating head (graphic display 
abbreviation) of the comma coater 7 manually. In addition, the application roller 8 is for making the 
thickness into homogeneity by leveling the binder applied by the comma coater 7. 
[0007] A dryer 3 dries the exfoliation film A plastered with the binder, removes the unnecessary 
solvent of a binder, is for making a binder demonstrate adhesion, and is constituted by three dryer 
3a— arranged along the flow direction of the exfoliation film A it is run by lamination equipment 5 
in this example. 

[0008] Lamination equipment 5 is many delivery rollers 9a, 9b, and 9c and the thing constituted by 
9d-. Delivery roller 9a— which makes it run the exfoliation film A which ****(ed) and was 
****(ed) from the roll 1, Delivery roller 9b which makes it run the functional film B which 
****(ed) and was ****(ed) from the roll 10, It consists of delivery roller 9d which rolls round the 



laminate film C which pasted up these exfoliation film A and the functional film B with the delivery 
rollers 9c and 9c of a couple continuously pasted up with said binder, and was obtained, and is sent 
to a roll 4. 

[0009] If it is in the manufacturing installation which consists of such a configuration, after 
plastering the exfoliation film A with a binder with coating equipment 2 and making a binder 
demonstrate adhesiveness with a dryer 3, a laminate film C can be continuously manufactured by 
pasting this up with the functional film B. 
[0010] 

[Problem(s) to be Solved by the Invention] 

However, there is inconvenience described below in manufacture by the aforementioned 
manufacturing installation. If it is in the laminate film C which is the above, and is made and 
obtained, when using it actually, sticking on panel glass, the light transmittance of the part which 
set the functional film B and the binder needs to be in the predetermined range. That is, it is because 
the brightness for which that display becomes dark and it asks in the display which will consist of a 
cathode-ray tube equipped with this panel glass if that light transmittance becomes lower than the 
predetermined range is no longer obtained, and is because it will not become or the color which has 
depth in the case of color display will no longer be obtained that it is too bright and contrast is hard 
to be acquired, if it becomes high. 

[0011] Therefore, although it is investigating whether the light transmittance of the part which set 
the functional film B and the binder is measured, and this is in the predetermined range in the phase 
of manufacture of a laminate film, in the former, the sampling inspection before and behind a lot is 
performing such measurement. 

[0012] The deer was carried out, and in such a sampling inspection, in order to take out a sample 
from the laminate film C under manufacture, lamination equipment 5 needed to be suspended, and 
thereby, the loss had arisen in an ingredient or time amount. Moreover, it originated in a halt of 
such lamination equipment 5, and defects, such as a wrinkling, and a bubble, a streak, had occurred 
in the laminate film C obtained. Furthermore, the loss of the ingredient and time amount which 
must investigate whether coating equipment 2 was adjusted, the application thickness of a binder 
was readjusted, the light transmittance of the laminate film C obtained was measured again, and this 
became predetermined within the limits when there was light transmittance out of range [ 
predetermined ], therefore adjustment takes increased, and reduction-ization of a production cost 
was spoiled as a result. 

[0013] The place which this invention was made in view of said situation, and is made into the 
object is to offer the manufacture approach of of the manufacturing installation of a laminate film 
and the laminate film which ask for the light transmittance of the part which set the base material 
film (functional film) and the binder continuously, without suspending lamination equipment during 
manufacture of a laminate film, feed back the called-for light transmittance, and enabled it to 
correct the application thickness of a binder continuously. 
[0014] 

[Means for Solving the Problem] 

If it is in the manufacturing installation of the laminate film of this invention The coating equipment 
which plasters the sent exfoliation film with the binder which has light transmission nature with the 
condition of having made it running this continuously, The lamination equipment which is pasted 
up continuously and manufactures a laminate film with said binder, making it run both the 
exfoliation film which applied this binder, and the base material film which has light transmission 
nature, In the manufacturing installation of a ******** laminate film to said coating equipment The 
application thickness monitor which forms the coating head controller to which the application 
thickness of a binder is changed, and detects continuously the application thickness of the binder to 
said exfoliation film to said lamination equipment, The light transmittance monitor which detects 



the light transmittance of said base material film continuously is formed. The application thickness 
detected with the light transmittance and said application thickness monitor of said binder for which 
it asked beforehand, And based on the light transmittance of the base material film detected with the 
light transmittance monitor It asks for the light transmittance of the part which set the base material 
film and binder of the laminate film obtained. The difference of the light transmittance for which it 
furthermore asked, and the light transmittance set up beforehand was computed, and it made to have 
formed the part equivalent to the difference of the computed light transmittance, and the control unit 
which controls said coating head controller to thicken application thickness of said binder or to 
make it thin into the solution means of said technical problem. 

[0015] Moreover, if it is in the manufacture approach of the laminate film of this invention This is 
continuously plastered with the binder which has light transmission nature, making it run an 
exfoliation film. It faces making it paste up continuously with said binder, and manufacturing a 
laminate film continuously, making it run both the exfoliation film which applied this binder, and 
the base material film which has light transmission nature. While an application thickness monitor 
detects continuously the application thickness of the binder to said exfoliation film A light 
transmittance monitor detects the light transmittance of said base material film continuously. The 
light transmittance of said binder for which it asked beforehand, the detected application thickness, 
and based on the light transmittance of a base material film It asks for the light transmittance of the 
part which set the base material film and binder of the laminate film obtained. The difference of the 
light transmittance for which it furthermore asked, and the light transmittance set up beforehand 
was computed, and it made to thicken the part equivalent to the difference of the computed light 
transmittance, and application thickness of said binder, or to make it thin into the solution means of 
said technical problem. 

[0016] The light transmittance of the binder for which it asked beforehand according to this 
invention, and the application thickness of the binder detected with the application thickness 
monitor, And based on the light transmittance of the base material film detected with the light 
transmittance monitor It asks for the light transmittance of the part which set the base material film 
and binder of the laminate film obtained. The difference of the light transmittance for which it 
furthermore asked, and the light transmittance set up beforehand is computed, and since the part 
equivalent to the difference of the computed light transmittance and application thickness of said 
binder are thickened or it was made to make it thin, it becomes possible to correct the application 
thickness of a binder continuously, without suspending lamination equipment. 
[0017] 

[Embodiment of the Invention] 

Hereafter, this invention is explained in detail based on the example of an operation gestalt. 
Drawing 1 is drawing showing the example of 1 operation gestalt of the manufacturing installation 
of the laminate film of this invention, and the sign 20 in drawing 1 is the manufacturing installation 
of a laminate film. The place where this manufacturing installation 20 differs from the 
manufacturing installation shown in drawing 2 The point of having formed the coating head 
controller 21 from which the application thickness of a binder is automatically changed to coating 
equipment 2. The point of having formed the application thickness monitor 22 which detects 
continuously the application thickness to the exfoliation film A of a binder to lamination equipment 
5, and the light transmittance monitor 23 which detects continuously the light transmittance of the 
functional film B which turns into a base material film in this invention, respectively, It is in the 
point of having formed the control unit 24 which controls said coating head controller 21. 
[0018] That is, in the manufacturing installation 20 shown in drawing 1 , the coating head controller 
21 is formed in the comma coater 7 of coating equipment 2. The comma coater 7 which this coating 
head controller 21 makes plaster the exfoliation film A on the base roller 6 with resin, It is what was 
constituted so that might extend automatically the gap of the bar (graphic display abbreviation) and 
the base roller 6 which write the upper part of the binder layer made to plaster according to a well- 



known power device (graphic display abbreviation), or it might be narrowed, and application 
thickness of a binder might be thickened by this or it might be made thin. As mentioned above, the 
actuation is controlled by the control unit 24. In addition, the application roller 8 is interlocked with 
the bar of the aforementioned comma coater 7, and its gap of this application roller 8 and the base 
roller 6 also corresponds with the gap of said bar and base roller 6 mostly by this. 
[0019] The application thickness monitor 22 was arranged near the delivery roller 9a which makes 
it run the exfoliation film A in the upstream of said delivery rollers 9c and 9c, detects continuously 
the thickness (application thickness) of the binder applied on the exfoliation film A using the X-ray, 
and outputs a detection result to said control unit 24. Moreover, the light transmittance monitor 23 
is what was arranged near the delivery roller 9b which makes it run the functional film B in the 
upstream of said delivery rollers 9c and 9c. The light which carried out outgoing radiation of the 
light from the light emitting device, was made to penetrate the functional film B, and was 
penetrated is received by the photo detector, by detecting the electrical potential difference obtained 
from now on, the light transmittance of the functional film B is detected continuously, and a 
detection result is outputted to said control unit 24. 

[0020] Here these application thickness monitor 22 and the light transmittance monitor 23 Delivery 
roller 9c on which the exfoliation film A and the functional film B are pasted up continuously, Each 
location which detected the application thickness or light transmittance of a location which serves 
as the same distance mutually, and was simultaneously detected by such configuration from 9c 
When the exfoliation film A and the functional film B paste up with a binder and turn into a 
laminate film C, it has come to put on the almost same location. 

[0021] The storage section which memorizes the light transmittance alpha per unit membrane 
thickness of the binder which a control unit 24 consists of a computer etc. and was called for 
beforehand (graphic display abbreviation), The application thickness storage section which 
memorizes the application thickness ta detected by said application thickness monitor 22 (graphic 
display abbreviation), The light transmittance storage section which memorizes the light 
transmittance Tf of the functional film B detected by said light transmittance monitor 23 (graphic 
display abbreviation), It has the set point storage section (graphic display abbreviation) which 
memorizes the comprehensive light transmittance To set up beforehand. It asks for the 
comprehensive light transmittance Ta of the part which performed the operation furthermore later 
mentioned based on these [ alpha, ta, and Tf ], and set the functioned film B and binder in an 
abbreviation same location of the laminate film C obtained. The operation part which computes 
difference deltaT of this comprehensive light transmittance Ta and the aforementioned 
comprehensive light transmittance To set up beforehand, and converts and asks for the application 
thickness f of the binder before desiccation equivalent to difference deltaT of the computed light 
transmittance (deltaT) (graphic display abbreviation), the application thickness f (deltaT) called for 
by this operation part — said coating head controller 21 — outputting — the application thickness of a 
binder — an f (deltaT) part thick comb or the control section (graphic display abbreviation) made 
thin — an owner — it is a thing the bottom. 

[0022] In addition, about the light transmittance alpha per unit membrane thickness of a binder, it is 
measured every lot of a binder, and its whole activity unit, and the obtained measured value is 
beforehand inputted into said storage section of a control unit. Moreover, the central value of the 
range of the light transmittance demanded about the part which set the functional film B and binder 
in the laminate film C obtained, for example as comprehensive light transmittance To set up 
beforehand is adopted, and it is beforehand inputted into said set point storage section of a control 
unit. 

[0023] In operation part, the comprehensive light transmittance Ta is called for by making the 
operation shown in the following formulas. 

Difference deltaT (=Ta-To) of Ta=Tfxalphaxta and the comprehensive light transmittance Ta for 
which it asked in this operation part when it did in this way and the comprehensive permeability Ta 
was called for, and the comprehensive light transmittance To set up beforehand is computed. Then, 



the application thickness f of the binder before desiccation equivalent to this difference deltaT 
(deltaT) is called for as a reduced property by applying difference deltaT of the computed light 
transmittance to the conversion type beforehand called for and memorized by experiment etc. 
[0024] and - if it does in this way and the application thickness f (deltaT) is called for ~ a control 
section - this application thickness f (deltaT) - said coating head controller 21 - outputting - the 
application thickness of a binder - an f (deltaT) part thick comb ~ or it is made thin. 
[0025] That is, if it is in the manufacturing installation 20 of the laminate film of this example, in 
the early stages of manufacture, as usual, the exfoliation film A is plastered with a binder, this is 
dried with a dryer 3, this is further pasted up with the functional film B with lamination equipment 
5, and a laminate film C is manufactured with coating equipment 2. 

[0026] In the process in which carry out a deer, do in this way, and a laminate film C is 
manufactured, with the application thickness monitor 22, the thickness (application thickness ta) of 
the binder after desiccation of the exfoliation film A it is running by being sent by delivery roller 9a 
of lamination equipment 5 is detected continuously, and the obtained detection result is outputted to 
the control unit 24. The light transmittance Tf of the functional film B similarly it is running by 
being sent by delivery roller 9a of lamination equipment 5 also with the light transmittance monitor 
23 is detected continuously, and the obtained detection result is outputted to the control unit 24. 
[0027] Then, in a control unit 24, while memorizing the application thickness ta and light 
transmittance Tf, respectively, as mentioned above based on the light transmittance alpha and the 
comprehensive light transmittance To set up beforehand per unit membrane thickness of the binder 
beforehand remembered to be these [ ta and Tf ], it calculates by operation part, and asks for the 
application thickness f (deltaT). and the thing for which this application thickness f (deltaT) is 
outputted to said coating head controller 21 by the control section, and the gap of the bar of the 
comma coater 7 and the base roller 6 and the gap of the application roller 8 and the base roller 6 are 
extended, respectively, or are narrowed — the application thickness of a binder — an f (deltaT) part 
thick comb — or it is made thin. 

[0028] Therefore, if it is in the manufacturing installation 20 of this laminate film After the 
exfoliation film A which **** in the early stages of manufacture and began to be wound around the 
beginning from a roll 1 passes the application thickness monitor 22 The application thickness of a 
binder is corrected automatically and continuously by a control unit 24 and the coating head 
controller 21 based on the application thickness ta of the binder with which this exfoliation film A 
was plastered, and the light transmittance Tf of the functional film B detected simultaneously. The 
laminate film C of the comprehensive light transmittance value Ta near the comprehensive light 
transmittance To which this set up beforehand comes to be manufactured. 

[0029] In addition, although the application thickness monitor 22 and the light transmittance 
monitor 23 have been arranged in said example just before the delivery rollers 9c and 9c, 
respectively Thus, the laminate film C which has the application thickness ta if it arranges, by the 
time it will correct the application thickness f (deltaT) which "delay" arises after applying a binder 
with coating equipment 2 before detecting the application thickness ta, and computes deltaT with a 
control unit, and is equivalent to this, before being corrected is manufactured. Therefore, in order to, 
lessen the laminate film C which has the application thickness ta before such correction if possible, 
the application thickness monitor 22 is arranged immediately after coating equipment 2, and you 
may make it also arrange the light transmittance monitor 23 in the location corresponding to this. 
[0030] 

[Effect of the Invention] 

As explained above, since the manufacturing installation of the laminate film of t his invention and 
the manufacture approach of a laminate film enable it to correct the application thickness of a 
binder continuously , without suspending lamination equipment, they can prevent the defect and 
trouble resulting from suspending equipment can mitigate the loss of an ingredien t or time amount, 
and can reduce a pr oduction cost. 



[0031] Moreover, measuring continuously the light transmittance which set the base material film 
and the binder, from correcting the application thickness of a binder continuously, the overall length 
can be covered about the laminate film obtained, light transmittance can be guaranteed, and 
improvement in quality can be aimed at. 
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<DX'2>h. 

[00073 !£*&§SE3{i. wmtmm^tzmm.y 
<)Vj±K*imLxwm\<r>ym%m\*mik^. 

m^zfim^^M^^tzt^XOLiOX. *Wllz&^Xl± 
5 5 <,z «fc *)7£?rZ-£t>ti&Mm~7 a /PAA 

[0008] 7 5^-^1511 #£S:c0i§9o-79 
a, 9b. 9c. 9d— izX^Xffi&LZtlfzttCOX'. m 

hmmy < a t mm? <^Bt zmrnummiz i 
mmztixnt>titz7$*- vyi hacs-^ixo 

n-/W 4 ^iSSi* 0 n- 9 9 d £ *»^^r & t CDT"S> & . 
[00 09] .r<7)«J:3 =5:^*^=5: •5»S3^a^S>^T 

U |g^B3(-J;^Tfi5^JlCfi!i^l4^%#$^ 
f&. £:h.£&gg7 4 ;tABk .rfct::,!: 9. 7 
5 *- h 7 < )VM. C £3BRttt=K3frr * £ k tfX'Z £ . 
[0 0 103 

mzmmz x &w&x-imTi,zi&<<z>T^-&i) i 2> & . mr 

laco <t 0 5 5 *- h 7 ;ua C CJ> -5 X 

fg7 -i ;PA B kft^Jt £^;bi*fcS#c03ft^^A<m 

m®m e gfrh%zm^mmx-it, ^<?>gi^a*ffi<3r-?T 

[0011] LfztfiX . 5> 5 *— h 7 -f /WAOgliico 

kptc. mm? ovK^k ftsmmk ^t>^ttz^<^ft 
®a^SrsysL. ztum^mmizh^^^m^ 

[0 0 1 23 L*>LT. C:c7>J:d5r&£lX988£Tii. 

g^4" ^ 7^ h 7 a c a> ^ ^4 o aj^£#> 

7<;l'ACl;:L;b J ?>fe. V-7W<r>T-&WmiLX 
Wz. ZblZ. ft&&m**i i }ifccr><mS>Hzh&t%'&lZ. 



tih 5 s *— h y i )\>j*c<F>%M&m*-mfgMie. tx z 
Ki)m^mmz%^tzti^frzm*-%i+titftcb-r. 

[00133 ^.wmmimmzm^x^ixtz^cr) 

X\ £<7)3&)k-t&kZblt. 7S^-h7^yUA(?)i 

iktpiz? 5 *- hmmzftit-r & zk*< s«7 * 
mmy <s ^a ) t«m?Wfc ^fc^^oTftgii^ 

5 S b 7 * /UAiDii3t^gfc it/^ 5 h7 
AWSgit^-ffi 5: Sft-f %>Z k lzfo&. 
[00 14 3 

iv^wmmmzh-yxte. mhKx^tzmmy * 
t,zzti£j£<n$-£tz#m<o& £Kmj&&t:^&'&mi 
zmmizmm-r st^i t . c: n^amm *mm ttz 
mmy a >isj*k%3m&itt&mty * >vj>.k zmz 
Mftz^^m&iimmizx^xmm.mzmmzit. ? 

$*-by ou^zmm-t&yS^-hgiWk. Zffiz. 

fz7$*-by 4>^<owm£mizm^x. mtmiM 
miz . w^m<r>mmm £^(b£ * & m:^ 7 Hnyhn 
fne^s^-h^Mtc. Hyfeiajffii7 -( ;ua 

mkmmmm^-fizx-oxmitiLtzmmm. &£v 
mzmz^ mt>tih 5 5 h 7 * ;paos«7 -r 

mzm< Ljb&^mK-t-zxoizmmjL^-y K3> 
no— 9*«w-&«i«»Bt»ttfec k zffiimm^ 

ffik^&k Lfz. 

[ 0 0 1 5 3 tfz. *^C07 5 h 7 4 /I'ACDSSBi 
7jS(^^T<±. iiJM7-f;l^A$:^fir$-liro-PC:iiC^ 

m t^:IHJSS7 -< )UA k TeSailS^-T l»S«7 -r ;UA 
mfieiHJ^7 -fyPA^?i^J(7>M«Jl$r^^^^{C 

«t ixm%tmzm&-t hkkhiz, mmmty 
ft^mzi&mm^-fizjz^xm&mtztkiiii,. =t 
nbxfrtz Miett^jtfOTfegai^ k mm Lfzmmm . i 

l^SW7 ^AtfO^ii^SrSt . tt^ixS 7 5 h 
7 < ;UAcT>Stt7 -f ;PAt tt^fffi] fc S:-^irfr7tg57><03t 
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[0016] *9VR£XttiI. "f-itoTliibtzf&ssmni/m 

a» , £ ^ k ^ft»3£ L fcftj®®? k tf> 

X\ ^S£<9±-T 2. -I k =5: < «i^JOM«i9 

[00 17] 

v^TPL<ittBJ-TS. Ulti, *S&HJ?tf>7S*-h7-f 
/WAtf0^i^S<7)-|ISS^®«fiJ«r*^ia-C'J> 0 . Ill 4> 
*¥#2 0(i5S*-b7Ot^Ogl^gT$>&. do 
igjtgg 2 0*12 LfeSBBSBfc ItS: & t £ ^ 

Sll'S'y H3>-bn-72 1 SrlSHT^k . 
hgB5&c. ?fi«#toJWS7 4/UAA^M#I92:;Sii3E 
Wtc^ai-rs^J5^-^2 2, ti±l^*^tc*>^T 
g#7 -f;UAkSr.S>8Hig7 /UAB^jgjg^&ili^W 
ts»ttJ-f&*aa*t~^ 2 3 fc-tJvrflftWijSfc . 
Hfii^X'N.-y Knybn-72 1 £ig|fflif-£*yffli3gg2 
4 SrlSW^k (::$>£. 

[00181 -f-3r*>*>, 0 1 ^U?tiS^S2 0 Izti 
wcti. iig^2«*y73-^7i:^7 Hay 

a-y 2 1 1±, ^<—^XD—y6±COmMy 4 >VA.KlZffl 

comm { mmmm. 2 4 iz± ^xmwzixz «t ? c^-'t 

^o-7 8(il5ie<o* y?a—?7<w< 

-izmmtmizz^xts*). ztuzz^xzomm 

x o - 9 6 1 <7)SKSCc{H5r— SrT 5 <t o lz& o t i * h . 

[00 19] ^tft-^2 2IJ, 9 
c % 9 ccr>±Mmz&\^XMM7 4 }VJ*A*&n%-$h 
&9o-^9a03£mcI£l££iX*:^T\ XJg5:fflv% 

is) zmmmzmmi.. mm^m : tmmmmmm2 4iz 

&J)i-&i>CDX'hh. ttz. HO/SB**-? 2 w 

ieaiOD-79c. 9c<7)±ffMi,zti^xmmy < >vj± 

B fc^fi^-tt&i* 0 o-5 9 bO&mzm&ZtLtz 4>«0 



[0020RCT. ZtlhmZ&^-? 2 2 fcffl 
^n^2 3fc«i. JMB7 ^W»Akg|fg7 -r;UABk 
£»W;:«?r£-££>& , 3a-79c, 9cK.5V^ 
t,zm-$mtKc&tilMcr>mm®h h v ^;l«j§g5£8?ti5 

immmxmmzttx 7 s^-i-7^^c 

[002 1 ] ©JP^S2 4ti3>'tfi-^^A>^^?»t 

2 2t,z£->Xtkiti2tltzm%mt a£t£1£-r&g*OTS 
HSP (la^BS) fc. B>II£7^ia^-^2 3lC«toT^ 

mztifzWkffey < Bi03tSiS^T f zam-zftM 

ZtlCa, ta, Tf Sr«t:tTtt»r6***«W 

m y < >vj* b t f&mm t ir^^tzm^m-^mmm 

T a SrStt , £ (^)«*3ISBj**T a nCniWyKJe t 

»<7)«ATtC«S^*««l»<0*!f3WH««l*»f (A 
T) JilLTSftSSffS (S^BS) k. ClO^*^ 

X'%#> ^ntzmmm f ( a t > z mzmx^ 7 y 3 y v 

xn-y 2 1 (CttiTJ ttS^J^**^ f 
[00221 ^*5. fS6«W<0*fiUBW*fc "5 

h^-f/UAClCtJtt*, «#87>f;Ui».Bttt^J 
d *><?)4"6fi*^ffl$a. ^SiJfflliiawmrieig^ffilS 

[0023] }^^[g?^^t5v^T , metfffi&mT aamT 

cr>jHt,Zv<-$-mniJ t ZcZtl& d t tzi. -?X3<!s?>btL& . 
Ta=Tf Xa X t a 

*LX, Z(r)£ot,zLXi&-&m&mTat>mtbt>tltz 

h . z. (omn^tx'i±mtbtzm^mmT a t 

Ltz&-2tftm&mTo kOHAT (=Ta-To> 2:31 

tthztizx*). znmATiznm-r^mwi^mi 
commm (at) tfwmmtLx-%#>$>tih. 

[0024] -?-LT. ZCDXolzLXmrMf (AT) 
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**%#>L>ix&t. ®mn*ZO®Xt&f (AT) £«JfE 
mji^ •/ K 3 y h D- 9 2 1 Cffi* L . 
fcf (AT) #J2<L&M*{iif<$^&^T'S>l>. 
[0 0 2 53 -T3r;b*>. #0305$*- h7-f;WAc7>S 

KlfclS6S2fc:J:-3T*l*7 -f /I'AAtcttJBfflfcttEf 

b^ff 5 -CfMfi7 -f ;UA B t SN? LT 5 5 *- h 7 4 ^ 

[00263 U>>LT. ^£0J:d(wLT^S*-h7-f 

@2 4tcai^trv^. y&mm : t-?2 3 x- 

LX^hW£7 4 /WABOtSSj&PT f Srjlieg&tyc&aj 
U »feil^«lffilSJIlS:W«l«B24t=aj*LTV^4. 
[ 0 0 2 7 3 -r& t . fl«gl2 4tli, a . 

tjm&fcT f £*-;h.*'ixietg-r& k i: l> lz. Ztibt 

JW«. feit/^iS^LTte-^tiljl^Tofc&Stc 

lt m& Ltix 0 tzmmux-mn t . f ( a t > 

-5-LT. WSPtcioTClcoM^JSf (A 
T) SrMieMX's-y HrJVho-7 2 1 CrifcbU 

-5.v%{4$W>^,.rt{cJ;0. W*?PJ<7)M«/P5r f (AT) 

[0 0 283 Lt^ot, ;«7S*- h:7-</UAcog! 
j£^S2 0(=2>^TkL I^UJ^StiJ^T^ajLa-^ 
1 *»<bfi*Jfc^# ffl$*t*:§i|8i7 -f A^lgJ&IS^- 
^22 ^aiiSLJtaca. z\<r)MM7 4 /^ACIf? 
*ufcft«W*>iB»* t a t . HB*(CtttBSiTJt««7 * 
/PA B <7)7ggii^T f t LT¥fi*Sr"J<7)^««7!p©J 
tJH3lfi24, il\7 K3yhD-72 ICAoTii 



^-^«a^T o %$gfta&$fiT a <7) 7 S 
h 7 < >uj» C#Sg3£$*T.& «fc 3 iz%& . 
[ 0 0 2 9 3 Srfcs IWEOTTJi. m^U*-? 2 2t% 

WMlzWLKtf. ^enjiotzmmrtht. 1IM2 
TfM5»JtfiSWUT3&»fe't-W»Bfitt a i>£T' 

-T&M?rJ|Cf (AT) $r(gjE-rS^T'OfHtC. «IE3*i 
SfiT«9&3g® t a Sr^S 5 5 *- h 7 -f ^AC^'SJt 
Six*. Ltztf^X. Z0)J:olci&JE1itic?)M%t!3.ta.£ 
5 5 *— h 7 -r ;UA C £ 5: S ^ < 'J?& < 
fteffJS*-^ 2 2 2 Ofif&CcffiS U * 

TtjeSiS^^-^ 2 3 t>iitC««LfcfflfBt=iBBf 4 
J:ot,zLXt> J:v\ 
[00303 

7 < fr&crymmm&V? 5 »- 7 -r yUAOPJt^-ffi 
It. 5 5*-h^fc#jdtr4£fc*<tt»JW*>tteJS[ 
£ ilglffjtflgiET'^ * i 3 fc Lfc t> *>T!* & *» t» . 

[0031 1 ^;. S»7 ^ /UA t f&mmt Z-tttftt: 

yGmmzmmmzMfeL^. t&sm<?>m#B*mst 

VUzlEEr &Ztfrt>. m hti& 7i*-h7-( ;UA(c 
[0®OfiS#=Srltt«!B3 

co—mmmmmn. m&ffifsmx'hh. 
[^^iKHj] 

2--MX^B. 5-7 5*-hSl, 20-7H-h 
7 -r ;PAOSg5iiia, 21-^yK3yf-D-7. 
2 2-Mft-^. 2 3-3ISgjS^^^^, 2 4-*J 
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m2] 




(51) Int. CI . 7 F I (#^) 

H 0 1J 29/88 H 0 1 J 29/89 

29/89 G0 2B 1/10 A 



F?-A(##) 2K009 AA02 AA15 BB11 CCOO CC21 
DD02 DD09 EEOO EE03 EE05 

4D075 AC04 AC72 AC92 CA48 DA04 
DB31 DC24 

4F041 AA12 AB01 CA13 CA15 CA16 
CA22 

5C012 AA02 BB07 



